EP 1102 648 B1

) oo e IR
(19) o European Patent Office

Office européen des brevets (11) EP 1102 648 B1
(12) EUROPEAN PATENT SPECIFICATION
(45) Date of publication and mention (51) Intcl.’”: B21D 53/64
of the grant of the patent:
10.12.2003 Bulletin 2003/50 (86) International application number:
PCT/KR98/00155

(21) Application number: 98925961.9

N (87) International publication number:
(22) Date of filing: 11.06.1998 WO 99/064183 (16.12.1999 Gazette 1999/50)

(54) DEVICE FOR FORMING CUTTING BLADE FOR PRINTS
VORRICHTUNG ZUM FORMEN VON SCHNEIDPLATTEN FUR DRUCKSACHEN
DISPOSITIF POUR FORMER DES LAMES COUPANTES POUR IMPRIMES

(84) Designated Contracting States: (72) Inventor: Park, Hong-Soon
DEFRGBIT Mapo-ku, Seoul 121-232 (KR)
(43) Date of publication of application: (74) Representative: Jones, John Bryn et al
30.05.2001 Bulletin 2001/22 Withers & Rogers,
Goldings House,
(60) Divisional application: 2 Hays Lane
01129079.8 /1 190 789 London SE1 2HW (GB)
02010572.2 / 1 236 528
02013805.3 / 1 264 648 (56) References cited:
EP-A2- 0 088 576 US-A- 5 461 893

(73) Proprietor: Park, Hong-Soon
Mapo-ku, Seoul 121-232 (KR)

Note: Within nine months from the publication of the mention of the grant of the European patent, any person may give
notice to the European Patent Office of opposition to the European patent granted. Notice of opposition shall be filed in
a written reasoned statement. It shall not be deemed to have been filed until the opposition fee has been paid. (Art.
99(1) European Patent Convention).

Printed by Jouve, 75001 PARIS (FR)



1 EP 1 102 648 B1 2

Description

[0001] The present invention relates, in general, to a
device for forming a cutting blade for prints and, more
particularly, to a device capable of forming such a cutting
blade by appropriately bending and cutting a metal strip
into desired blades through integrated work regardless
of a difference in the size of metal strips.

Background Art

[0002] Inorderto produce various flat prints or printed
packing materials, such as paper boxes or thermoplas-
tic films, it is necessary for flat prints or films to be cut
along a designed cutting line, and for box-shaped pack-
ing materials to be cut along a designed cutting line of
a printed paper board prior to forming the board into a
box.

[0003] Such a cutting process for producing flat prints,
paper boxes, or thermoplastic films has to be performed
using a single-edged cutting blade which extends along
a desired cutting line. Such a cutting blade is set on a
flat wood block in a way such that the blade has a uni-
form height. In such a case, the sharpened surface of
the single edge of the blade faces outward. The wood
block, with the cutting blade, is installed on a press,
which is used for cutting such flat prints or packing ma-
terials.

[0004] Typical cutting blades are produced by cutting
a thin special steel strip into pieces. Such a steel strip
has a band-shaped configuration and is sharpened at
one edge prior to being subjected to the bending and
cutting processes. Such a metal strip has to be bent and
cut into cutting blades which individually form a de-
signed cutting line along which flat prints or packing ma-
terials are cut by the cutting blade. After the metal strip
is bent and cut into cutting blades, one or more cutting
blades are set on a wood block. Therefore, it is primarily
necessary to precisely bend and cut the metal strip into
cutting blades. In addition, the metal strip is also proc-
essed through a plurality of sub-processes as follows.
[0005] Forexample, the metal strip has to be regularly
notched at the lower edge opposite to the sharpened
edge, thus forming bridge notches at the lower edge.
Such bridge notches are for firmly holding the position
of a cutting blade when the blade is set on a wood block.
That is, the bridge notches almost completely prevent
the set position of the cutting blade on the wood block
from being unexpectedly deformed due to external im-
pact. Sometimes, it is necessary to form a plurality of V-
notches along the sharpened edge of the metal strip,
thus form a cutting blade which is preferably used for
forming perforated lines on prints, such as stamps.
Sometimes, the metal strip may be bent at right angles.
In such a case, a bending slot has to be transversely
formed on a side surface of the metal strip prior to bend-
ing the metal strip at right angles. When the metal strip
has to be precisely bent, it is preferable to bend the met-
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al strip manually rather than mechanically and this forc-
es the metal strip to be subjected to a marking process
of forming bending points on the metal strip prior to man-
ually bending the metal strip.

[0006] Of course, the above-mentioned sub-process-
es of forming bridge notches, V-notches, bending slots
and bending points are well known to those skilled in the
art. However, in known blade forming devices, such
processes are not performed through integrated work,
but are separately and selectively performed, so that the
known devices fail to achieve desired precision and re-
duce productivity, and increase the production cost of
the cutting blades.

[0007] In the known devices, the process of cutting
the metal strip into desired cutting blades is separately
performed from the above sub-processes, thus more re-
ducing productivity and increasing the production cost
of the cutting blades.

[0008] In an effort to overcome such problems, a long
metal strip, with a sharpened edge, may be wound
around a feeding roll so as to be forcibly and continu-
ously fed from the roll to a bending nozzle. At a position
around the bending nozzle, the metal strip comes into
contact with a plurality of bending pins which are used
for bending the metal strip into a desired configuration.
[0009] As well known to those skilled in the art, such
a bending process, using a bending pin, is numerically
controlled by a computer. That is, a plurality of bending
pins are positioned around the bending nozzle and are
precisely rotated in opposite directions in response to
control signals output from the computer, thus bending
the metal strip coming out from the bending nozzle.
Such a bending process may be referred to, for exam-
ple, in Japanese Patent Laid-open Publication No. He-
isei. 8-99,123.

[0010] In the typical blade forming devices, the metal
strip may be cut into a plurality of pieces, having de-
signed lengths, before the metal strip reaches the bend-
ing nozzle. In a brief description, the metal strip may be
cut into pieces before a bending process. Alternatively,
the metal strip may be cut into pieces after a bending
process as disclosed in Japanese Patent Laid-open
Publication No. Heisei. 8-243,834. In this Japanese Pat-
ent, the metal strip, coming out from the bending nozzle,
is repeatedly bent in opposite directions until the metal
strip is cut due to fatigue fracture.

[0011] However, the typical blade forming devices are
problematic in that they fail to produce high quality cut-
ting blades and cannot produce the cutting blades
through integrated work.

[0012] That is, the configuration of the bridge cutting
jig, installed in the typical devices, is fixed, so that it is
almost impossible to change the intervals or configura-
tion of the bridge notches of the metal strip. In addition,
the typical devices have to separately perform a machin-
ing process of forming such bridge notches on the metal
strip, so that the devices reduce productivity and in-
crease the production cost of the cutting blades.



3 EP 1 102 648 B1 4

[0013] Another problem of the typical blade forming
devices is caused by the bending pins used for bending
the metal strip into a desired configuration. That is, the
bending pins have to be held by a complex holding
means, thus complicating the construction of the cutting
blade forming device. In addition, it is almost impossible
to precisely adjust the bending angle of the bending pins
without causing error.

[0014] When the metal strip is subjected to a bending
process after a cutting process, the cutting blades have
accumulative error during the bending process, so that
the cutting blades have a low precision.

[0015] In addition, when at least one of the bending
pins is frictionally abraded, it is almost impossible to pre-
cisely center the bending pins. In such a case, the bend-
ing pins have to be repositioned one by one and this
reduces work efficiency while bending the metal strip.
[0016] During a bending process using the typical de-
vice, the sharpened edge of the metal strip comes into
contact with the bending pins, so that the sharpened
edge may be damaged.

[0017] The most important problem, experienced in
the typical blade forming devices, is caused during a cut-
ting process. That is, since the metal strip from a bend-
ing process is cut into pieces by repeatedly bending the
metal strip in opposite directions until the metal strip is
cut due to fatigue fracture, the edge, along which the
metal strip is cut, is not smooth, but is exceedingly rough
with burrs, thus spoiling the appearance of the cutting
blades. In order to remove such burrs from the cutting
blades, the blades have to be subjected to an additional
grinding process. In addition, after the metal strip is cut
into pieces, it is necessary to finally machine the pieces
so as to produce resulting blades and this forces the
metal strip to be cut into pieces with machining allow-
ance. Due to such machining allowance, it is almost im-
possible to produce high precision blades.

[0018] Therefore, it is preferable to perform the proc-
esses of forming the bridge notches on a metal strip,
bending the metal strip into a designed configuration
and cutting the metal strip into cutting blades through
integrated work while precisely adjusting the bending
angle of the bending pins and finely cutting the metal
strip into cutting blades. In such a case, the cutting
blades from the cutting process may be free from any
additional machining process.

[0019] Inaddition, itis necessary for the blade forming
devices to be flexibly used for processing metal strips
having different sizes. The blade forming devices also
have to be designed for effectively bending the metal
strips into different configurations when necessary.

Disclosure of the Invention

[0020] Accordingly, the present invention has been
made keeping in mind the above problems occurring in
the prior art, and an object of the present invention is to
provide a device for forming a cutting blade for prints,
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which is provided with changeabile jigs, thus being ca-
pable of forming bridge notches having different inter-
vals and configurations, and which forms cutting blades
by appropriately bending and cutting a metal strip into
desired blades through integrated work regardless of a
difference in the size of metal strips.

[0021] Another object of the present invention is to
provide a device for forming a cutting blade for prints,
which has one vertically movable bending pin and one
swing cutter, the bending pin being capable of quickly
bending a metal strip into a desired configuration and
the swing cutter finely and precisely cutting the metal
strip into cutting blades.

[0022] A further object of the present invention is to
provide a device for forming a cutting blade for prints,
which quickly produces high precision cutting blades,
thus improving productivity and reducing the cost of the
cutting blades.

[0023] In order to accomplish the above object, the
presentinvention provides a device for forming a cutting
blade for prints, comprising: a strip roll unit having a suf-
ficient amount of metal strip and being rotatable in a di-
rection by intermittent drive means, thus supplying the
metal strip at a constant rate; two guide blocks provided
in front of the roll unit and adapted for guiding the metal
strip from the roll unit; a bridge cutting mold detachably
and selectively installed at one side of the two guide
blocks and used for forming bridge notches on the metal
strip, the bridge cutting mold comprising: a housing hav-
ing both a strip passing hole and a jig guide slot, the strip
passing hole perpendicularly meeting the jig guide slot;
and a spring-biased jig movably positioned in the jig
guide slot, thus selectively and quickly movable in the
jig guide slot so as to form the bridge notches on the
metal strip passing through the strip passing hole; a
guide bending block provided in front of the bridge cut-
ting mold and having a bending nozzle used for distrib-
uting the metal strip from the bridge cutting mold; a guide
bending pin vertically positioned in front of the bending
nozzle, the bending pin being vertically and controllably
movable and rotatable in opposite directions, thus bend-
ing the metal strip from the bending nozzle into a desired
pattern; a carrier movably held by two vertical guide rails
standing in front of the bending pin, the carrier being
movable downward under the guide of the two guide
rails by a first cylinder actuator in response to a bending
process ending signal; a strip holder mounted to a bot-
tom center of the carrier and adapted for vertically hold-
ing the metal strip from the bending pin; a swing cutter
hinged to the carrier and positioned in front of the strip
holder, the swing cutter being selectively rotated by a
second cylinder actuator in accordance with a detected
angle of the metal strip, thus being positioned at a cut-
ting process waiting position; a table provided with a slot
for selectively holding a lower end of the strip holder with
the carrier fully descending, the table also having a hor-
izontal guide groove in front of the slot; and a movable
piece slidably set in the horizontal guide groove of the
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table and having a locking slot at a top surface, the mov-
able piece being quickly movable in opposite directions
in the guide groove with a lower end of the cutter being
held by the locking slot of the movable piece, thus quick-
ly cutting the metal strip into cutting blades.

Brief Description of the Drawings

[0024] The above and other objects, features and oth-
er advantages of the present invention will be more
clearly understood from the following detailed descrip-
tion taken in conjunction with the accompanying draw-
ings, in which:

Fig. 1 is a perspective view of a blade forming de-
vice in accordance with the preferred embodiment
of the present invention;

Fig. 2 is a longitudinal sectioned view showing the
construction of the device of Fig. 1;

Fig. 3 is a perspective view showing a metal strip
roll unit with a plurality of guide rollers being ar-
ranged at the front of the roll unit in accordance with
the present invention;

Fig. 4 is a perspective view showing a bridge cutting
mold and a bridge cutting jig used in the device of
this invention;

Figs. 5A and 5B are views of typical bridge cutting
jigs;

Figs. 6A and 6B are views showing the operation
and configuration of the bridge cutting jig used in
the device of this invention;

Figs. 7A to 7C are views showing the examples of
bridge notches formed on the sharpened edge of a
metal strip by the bridge cutting jig of this invention;
Fig. 8 is a perspective view showing a grinding
wheel used for transversely forming a bending slot
on a side surface of the metal strip in accordance
with an embodiment of this invention;

Fig. 9 is a perspective view showing a bite used for
transversely forming a bending slot on a side sur-
face of the metal strip in accordance with another
embodiment of this invention;

Fig. 10 is a plan view of a metal strip which is bent
along a bending slot at right angles in accordance
with this invention;

Fig. 11 is a perspective view of a metal strip having
a V-notch at the sharpened edge in accordance with
the invention;

Figs. 12A to 12C are perspective views individually
showing the lower edge of a metal strip, which is
gradually deformed due to at least one marking slot
typically formed on the lower edge of the metal strip
in order to form a bending point on the metal strip
prior to manually bending the metal strip;

Fig. 13 is a perspective view showing the operation
of two marking jigs used for forming a plurality of
bending points on both side surfaces of a metal strip
in accordance with the present invention;
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Fig. 14 is a perspective view showing the operation
of a movable bending pin used for bending the met-
al strip into a desired configuration in accordance
with the invention;

Fig. 15 is a view showing the cross-section of the
bending pin of Fig. 14;

Fig. 16 is a perspective view of a first gear used for
holding and operating the bending pin of Fig. 14;
Fig. 17 is a perspective view showing the arrange-
ment of first and second gears for the bending pin
of this invention;

Fig. 18 shows an exploded perspective view show-
ing top and bottom plates which are oppositely ar-
ranged on the device of this invention with a bend-
ing block being vertically positioned between the
two plates;

Fig. 19 is a side view showing the front portion of
the device with the bending block of Fig. 18;

Fig. 20 is a front view showing the front portion of
the device provided with both a strip holder and a
swing cutter in accordance with the invention;

Fig. 21 is a view showing the operation of both the
strip holder and the swing cutter of Fig. 20;

Fig. 22 is a view showing the front portion of a table
provided with both the strip holder and the swing
cutter of Fig. 20;

Fig. 23 is a perspective view of the strip holder of
this invention;

Fig. 24 is a cross-sectioned view of the strip holder
taken along the line A-A of Fig. 23;

Fig. 25 is a perspective view of the swing cutter of
this invention;

Fig. 26 is a front view of the swing cutter of Fig. 25;
Figs. 27A and 27b are views showing the operation
of the swing cutter of this invention; and

Fig. 28 is a perspective view of a wood block pro-
vided with a cutting blade produced by the device
of this invention.

Best Mode for Carrying Out the Invention

[0025] Fig. 1isaperspective view of the blade forming
device in accordance with the preferred embodiment of
the present invention. Fig. 2 is a sectional view showing
the construction of the device of Fig. 1.

[0026] In accordance with the present invention, a
metal strip 1, which is the material of cutting blades and
is previously sharpened at one edge, is installed on the
device 100 and is continuously fed to bending and cut-
ting units of the device as follows.

[0027] That is, a table 10 forms the base surface of
the device 100 and is provided with a strip roll unit at an
appropriate position. As shown in Fig. 3, the above roll
unit comprises at least two rolls 50, which are positioned
aside each other and individually have a sufficient
amount of metal strip 1. The above rolls 50 are operated
by anintermittent drive means, such as a stepping motor
51, thus being rotatable in a direction and feeding the
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metal strip 1 to a bridge cutting position at a constant
rate.

[0028] The above rolls 50 are designed for being ro-
tatable in opposite directions, so that either of the rolls
50 smoothly feeds the metal strip 1 to the bridge cutting
position even when the metal strip 1 is wound around
the rolls 50 in opposite directions. Since the strip roll unit
of the device 100 comprises two or more rolls 50, it is
possible to increase the amount of metal strip 1 installed
on the device 100 and allow differently sized metal strips
1 to be installed on the device 100 at the same time
when necessary.

[0029] In order to guide the metal strip 1 from either
of the rolls 50 to the bridge cutting position, two guide
blocks 2 are provided in front of the rolls 50 with a plu-
rality of guide rollers 52 being arranged between the two
blocks 2. Due to the guide rollers 52, it'is possible to feed
the metal strip 1 from either roll 50 to the mold 20 at a
predetermined feeding rate.

[0030] During the operation of the device 100, a pre-
determined length of the metal strip 1 moves forward by
the rotating force of the stepping motor 51 under the
guide of the guide blocks 2. When the strip 1 reaches
the bridge cutting position, a predetermined number of
bridge notches 1a are formed on the lower edge of the
strip 1. In order to form such bridge notches 1a, a bridge
cutting mold 20 has to be installed on the device 100. In
order to install the mold 20 on the device 100, one of the
two guide blocks 2 is movable in order to form an open-
ing for installing the bridge cutting mold 20 on the device
100. Alternately, the top of an external casing, covering
the guide blocks 2, may be opened prior to installing the
bridge cutting mold 20 onto the device 100 from the top
of the device 100.

[0031] Of course, it should be understood that the de-
vice 100 may be provided with two or more openings for
bridge cutting molds. In such a case, the openings for
the bridge cutting molds are positioned approximate to
each other and seat two or more bridge cutting molds,
having different functions, on the device 100 at the same
time.

[0032] The casing for the guide blocks 2 comprises
two plates: top and bottom plates 3, which are oppositely
arranged on the device 100 with a bending block 4 being
vertically positioned between the two plates 3 as shown
in Figs. 18 and 19. Each of the two plates 3 has a lon-
gitudinal fitting channel 3a at the inside surface, thus
allowing the top and bottom sides of the bending block
4 to be held by the channels 3a of the two plates 3. The
above casing, comprising the two plates 3 and the bend-
ing block 4, is arranged on the device 100 in a way such
that the bending block 4 is horizontally aligned with the
strip outlet of the two guide blocks 2.

[0033] The above bending block 4 has a bending noz-
zle 4a at the front end, so that the metal strip 1 from the
bridge cutting mold 20 is inserted into the bending noz-
zle 4a. In the presentinvention, the bending block 4 may
be changed with another block 4 in accordance with the
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size and configuration of the metal strip 1. That is, in the
device 100 of this invention, the bending block 4 is
changeable, so that it is possible to change the type of
the bending nozzle, 4a in accordance with the size and
configuration of the metal strip 1. Such a changeable
bending block 4 is also held by specified plates 3, so
that it is necessary for the plates 3 to be changed along
with the bending block 4.

[0034] During the operation of the device 100, the
metal strip 1 is continuously distributed from the bending
nozzle 4a of the block 4 under the control of a numerical
control program prior to being bent. A guide bending pin
31 is movably positioned at a side of the front end of the
bending block 4 in a way such that the pin 31 is vertically
movable. The above pin 31 is held by two gears at the
top and bottom ends and is rotatable in opposite direc-
tions by a reversible stepping motor 30.

[0035] In such a case, two removable compression
rollers 60 and 60a are provided at appropriate positions
relative to the guide blocks 2. In the present invention,
it is preferable to position the two rollers 60 and 60a at
the inlet and outlet of the guide blocks 2, respectively.
The two rollers 60 and 60a press the leading portion of
the metal strip 1 at an appropriate pressure, thus allow-
ing the metal strip 1 from the guide blocks 2 to move
while maintaining a height.

[0036] Two guide rails 11, each having a predeter-
mined length, vertically and oppositely stand at a posi-
tion outside the bending nozzle 4a. A first cylinder actu-
ator 41 is vertically positioned between the two guide
rails 11. The first cylinder actuator 41 is operable in ac-
cordance with a bending process ending signal. The pis-
ton of the above actuator 41 is coupled to a movable
carrier 40, so that the carrier 40 is vertically slidable un-
der the guide of the two guide rails 11.

[0037] A strip holder 42 is screwed to the bottom cent-
er of the above carrier 40, so that the holder 42 is
changeable with another one. The above strip holder 42
is vertically slitted upwardly from the lower end, thus
having a vertical slit which has width and depth similar
to thickness and width of the metal strip 1. A swing cutter
43 is hinged to the carrier 40 and is positioned at the
front of the above strip holder 42 with a fine gap being
formed between the cutter 43 and the holder 42. The
above swing cutter 43 is operated by a second cylinder
actuator 44 which is horizontally positioned at a side of
the carrier 40. The above actuator 44 operates the swing
cutter 43 in accordance with a detected angle of the met-
al strip 1 or a preset program. When the carrier 40 de-
scends under the guide of the rails 11, the strip holder
42 primarily holds the metal strip 1. In such a case, the
position of the strip holder 42 is fixed so as to almost
completely prevent the metal strip 1 from being moved
during a cutting process. In order to fix the strip holder
42, a slot 45 is formed at the front end of the table 10.
A horizontal guide groove 46 is formed at the front of the
slot 45. Slidably set in the above guide groove 46 is a
movable piece 48 which has a locking slot 47 at the top
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surface. The movable piece 48 holds the lower end of
the swing cutter 43 at the locking slot 47. The above
movable piece 48 is coupled to a cylinder actuator inside
the table 10 through a link motion, so that the piece 48
is movable to the left or right inside the guide groove 46.
The swing cutter 43 is thus quickly rotated in opposite
directions by the second actuator 44 and finely cuts the
metal strip 1 into cutting blades.

[0038] Fig. 3 is a perspective view showing a metal
strip roll unit with a plurality of guide rollers 52 being ar-
ranged at the front of the roll unit in accordance with the
present invention.

[0039] AsshowninFig. 3, the guide rollers 52 consist
of a plurality of horizontal guide rollers 52a and a plural-
ity of vertical guide rollers 52b 52d. The guide rollers 52
guide the metal strip 1 from the strip roll unit 50 to the
gap between the two guide blocks 2.

[0040] Fig. 4 is a perspective view showing the con-
struction of a bridge cutting mold which is changeably
set in the opening between the two guide blocks 2. Figs.
5A and 5B are sectional views of typical bridge cutting
jigs, while Figs. 6A and 6B are sectional views showing
the configuration and operation of the bridge cutting jigs
in accordance with the present invention.

[0041] As shown in the drawings, the bridge cutting
jig 21 of this invention is spring-biased and primarily in-
serted into the guide slot 20a of the bridge cutting mold
20 with both sides of the both sides of the front edge
21a of the jig 21 being held by the slot 20a, so that the
jig 21 is almost completely prevented from being unex-
pectedly moved inside the mold 20. Thereafter, the jig
21 is quickly and fully inserted into the mold 20. In such
a case, the jig 21 smoothly slides while being separated
from the side wall of the guide slot 20a, thus being al-
most completely free from frictional abrasion. Therefore,
the jig 21 of this invention is effectively used for a lengthy
period of time.

[0042] However, the typical bridge cutting jig has the
following problem. When the typical jig is primarily in-
serted into the bridge cutting mold, neither side or only
one side of the jig is inserted into the guide slot 20a of
the mold 20, so that the jig has to be brought into fric-
tional contact with the side wall of the slot 20a when the
jig is quickly and fully inserted into the mold 20. There-
fore, the jig is exceedingly abraded or unexpectedly bro-
ken due to the frictional contact, so that it is impossible
to use the jig for a lengthy period of time.

[0043] The bridge cutting mold 20 of this invention is
changeably installed on the device, so that the bridge
cutting mold 20 may be freely changed with another one
in order to change.the mold jig 21 with another jig capa-
ble of forming the bridge notches 1a having a desired
width. When repeatedly notching the metal strip 1 using
a small-sized jig 21 while precisely and finely moving
the metal strip 1 through the bridge cutting mold 20, it
is possible to form the bridge notches 1a, having an en-
larged width, on the metal strip 1.

[0044] Figs. 7A to 7C are views showing the configu-
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ration of strips 1, with different bridge notches 1b being
formed along the sharpened edge of the strip 1 by dif-
ferent jigs of this invention through a punching process.
In accordance with such a punching process using the
jigs 21, a plurality of bridge notches 1b, having a prede-
termined width, are formed along the sharpened edge
of the strip 1.

[0045] For example, such a strip 1, with the bridge
notches 1b, is preferably used for forming a perforated
line on a printed material, such as tickets or receipts. Of
course, itis possible to adjust the gap between the per-
forations of the perforated line by controlling the punch-
ing interval of the jig during a punching'process for the
bridge notches 1b.

[0046] The device 100 of this invention is also provid-
ed with a unit for transversely forming a vertical bending
slot on a side surface of the metal strip. In accordance
with the preferred embodiments of this invention, such
a bending slot 1d may be formed on a side surface of
the metal strip 1 using a grinding wheel of Fig. 8 or a
bite of Fig. 9. The construction and operation of the
grinding wheel and the bite will be described hereinbe-
low.

[0047] Fig. 10 is a plan view of a metal strip 1 which
is bent at right angles along a vertical bending slot 1d.
Fig. 11 is a perspective view of a metal strip 1 having a
plurality of regularly-spaced V-notches 1c on the sharp-
ened edge, with one of the V-notches being shown in
the drawing.

[0048] As shownin Fig. 11, a plurality of V-notches 1¢
may be regularly formed on the sharpened edge of the
metal strip 1. A cutting blade, with such V-notches 1c,
is preferably used for forming perforated lines on prints
so as to form perforated paper or stamps with perfora-
tions being spaced at regular intervals of the V-notches
1c. When it is necessary for the metal strip 1 with the V-
notches 1c to be bent at an acute or obtuse angle, a
bending slot 1d is instantaneously and transversely
formed on a side surface of the metal strip 1 prior to
precisely bending the strip 1.

[0049] In order to form such a bending slot 1d on the
metal strip 1, the metal strip 1 is held by the guide blocks
2 in such a manner that the strip 1 is partially exposed
outside the guide blocks 2 with a motor-operated up/
down cylinder actuator 70 being positioned above a de-
sired portion of the strip 1 as shown in Fig. 8. A stepping
motor 71 is mounted to the piston shaft of the above
cylinder actuator 70 and is selectively activated in ac-
cordance with an up/down motion of the piston shaft of
the above cylinder actuator 70. A grinding wheel 72 is
fixedly fitted over the drive shaft of the stepping motor
71 and is used for transversely forming such a bending
slot 1d on a side surface of the strip 1. The above grind-
ing wheel 72 is also used for forming the V-notches 1c
on the sharpened edge of the metal strip 1.

[0050] The above up/down cylinder actuator 70 is
held by a support column 73 which integrally extends
from the table 10 so as to be positioned just above the
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guide blocks 2. The cylinder 70 is controlled by a control
program.

[0051] The above stepping motor 71 is mounted to the
piston shaft of the cylinder 70 at right angles, so that the
motor-operated grinding wheel 72 selectively forms the
V-notches 1c on the sharpened edge or the bending slot
1d on the side surface of the metal strip 1.

[0052] Of course, such V-notches 1¢ may be formed
by a mold (not shown), having the same configuration
as that of the V-notch 1c, in place of the grinding wheel
72. In such a case, the bending slot 1d may be formed
by a separate cutting means.

[0053] Inaccordance with another embodiment of this
invention, a bite 74 is axially mounted to the up/down
cylinder actuator 70 in place of the grinding wheel 72 as
shown in Fig. 9. The above bite 74 transversely forms
a bending slot 1d on a side surface of the metal strip 1
in accordance with an up/down motion of the cylinder
actuator 70.

[0054] Figs. 12Ato 12C show the lower edge of a met-
al strip which is gradually deformed due to marking slots
formed on the lower edge of the metal strip in order to
form a bending point on the strip in the prior art. Fig. 13
shows the operation of two marking jigs used for forming
a plurality of bending points on both side surfaces of a
metal strip in accordance with the present invention.
[0055] As well known to those skilled in the art, a
marking process is for forming a bending point on a met-
al strip 1 prior to a manual bending process. That is,
when it is necessary to precisely bend a metal strip 1
into a desired configuration, the bending process is not
performed by a bending machine, but is preferably per-
formed manually. In order to manually bend the metal
strip 1, at least one bending point has to be formed on
the strip 1 prior to performing a bending process. In the
prior art, a marking slot is formed on the lower edge of
the metal strip 1 by a jig as shown in Fig. 12A, thus form-
ing a bending point on the strip 1. However, in the prior
art, a plurality of marking slots may be sometimes con-
centrated on the lower edge of the metal strip 1 as
shown in Figs. 12B and 12C and this allows the lower
edge of the metal strip 1 to be exceedingly deformed or
distorted. However, such a problem is almost complete-
ly overcome by the device of this invention which forms
two bending points on each side surface of the metal
strip 1 by the marking jigs of Fig. 13. As shown in Fig.
13, two removable marking jigs 80 and 80a, individually
operated in conjunction with a cylinder actuator, are po-
sitioned at both sides of the metal strip 1 so as to be
directed toward the strip 1. The two numerically control-
led jigs 80 and 80a are selectively biased toward the
metal strip 1 by biasing pins. The biasing pins are indi-
vidually operated in conjunction with a cylinder actuator,
so that the biasing pins quickly push the jigs 80 and 80a
onto both sides of the strip 1. Each of the two marking
jigs 80 and 80a thus forms two bending points on each
side surface of the metal strip 1 without deforming or
distorting the metal strip 1.
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[0056] Fig. 14 is a perspective view showing the con-
figuration of a guide bending pin used for bending the
metal strip 1 into a desired configuration in accordance
with the presentinvention. Fig. 15 is a plan view showing
the cross-section of the bending pin of Fig. 14. Fig. 16
is a perspective view of a first gear with both the bending
pin and a pin protecting guide. Fig. 17 is a perspective
view showing the operation of the above bending pin.
[0057] As shown in Figs. 2, 16 and 17, an opening,
preferably a circular opening 12, is formed on the table
10 at a position under the bending block 4. The first gear
33 with a bearing 32 is rotatably positioned just under
the opening 12, while a second gear 33a with a bearing
32a is positioned above the opening 12 so as to be op-
posite to the first gear 33.

[0058] The first and second gears 33 and 33a individ-
ually have a pin insert hole 33b at a corresponding po-
sition while the bending pin 31 is movably inserted into
the pin insert hole 33b of the first gear 33. Of course,
the pin 31 is also inserted into the pin insert hole 33b of
the second gear 33a, thus being movably held by the
two gears 33 and 33a at the top and bottom portions. A
pin guider 29, having both a semicircular cross-section
and a height corresponding to the width of the metal strip
1, is provided at each of the pin insert holes 33b.

The pin guiders 29 guide the vertical movement of the
bending pin 31 while protecting the pin 31 from being
unexpectedly bent or broken during a bending process.
[0059] As best seen in Figs. 14 and 15, the bending
pin 31 has a specifically rounded cross-section or a gen-
erally semicircular cross-section with opposite side sur-
faces being convex and concave, respectively. The
above bending pin 31 is positioned in a way such that
the pin 31 comes into contact with the metal strip 1 at
either of opposite rounded corners between the convex
and concave surfaces.

[0060] Two notches 31a are formed along each
rounded corner of the pin 31. When the pin 31 comes
into contact with the metal strip 1 during a bending proc-
ess, the two notches 31a are positioned around the up-
per and lower edges of the metal strip 1, thus allowing
the rounded corner to be brought into close contact with
the side surface of the metal strip 1 at the intermediate
portion between the two notches 31a. Therefore, the
bending pin 31 is free from giving any damage to the
sharpened edge of the metal strip 1 when the rotating
pin 31 pushes the metal strip 1 during a bending proc-
ess.

[0061] Due to the above notches 31a, the bending pin
31 uniformly pushes the metal strip 1 and is easily and
precisely positioned relative to the strip 1.

[0062] The lowerend ofthe bending pin 31 is connect-
ed to the piston of a cylinder actuator 34 which is fixed
to the lower end of the first gear 33, so that the pin 31
is movable upward by the cylinder actuator 34. That is,
when the pin 31 is operated by the actuator 34, the pin
31 is projected upward from the opening 12 and is in-
serted into the pin insert hole 33b of the second gear
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33a. The bending pin 31 is thus firmly held by the two
gears 33 and 33a.

[0063] Sometimes, the pin insert hole 33b of the sec-
ond gear 33a may fail to be precisely aligned with the
pin insert hole 33b of the first gear 33. In such a case,
the position of the pin insert hole 33b of the second gear
33a has to be adjusted and this is easily accomplished
by appropriately moving a gear box of the second gear
33a to the front, back, left or right.

[0064] In order to allow the bending pin 31 to be ro-
tatable in opposite directions, the first and second gears
33 and 33a are individually connected to a drive gear
35 or 35a of the reversible stepping motor 30 through a
belt. The two gears 33 and 33a are thus rotatable at the
same speed and at the same time. The above stepping
motor 30 is provided on the bottom surface of the device
100 as described above. Of course,-both the motor 30
and the cylinder actuator 34 are operated under the con-
trol of a computer.

[0065] When the metal strip 1 is distributed from the
strip roll unit through the two guide blocks 2, the bending
pin 31 is rotated in conjunction with the first and second
gears 33 and 33a at a position around the bending noz-
zle 4a of the bending block 4a of the bending block 4,
thus bending the metal strip 1 into a desired configura-
tion. When it is necessary to change the bending direc-
tion of the metal strip 1, the bending pin 31 moves down-
ward prior to changing the position of the bending pin
31 relative to the metal strip 1. Thereafter, the bending
pin 31 moves upward so as to come into contact with a
selected surface of the metal strip 1.

[0066] In such a case, since the bending block 4 is
movably set on the device 100, it is possible to adjust
the gap (o) between the bending block 4 and the bend-
ing pin 31 in accordance with the thickness of the metal
strip 1. For example, when the metal strip 1 is relatively
thinner than a reference strip, the bending block 4
moves forward so as to reduce the gap (o) between the
bending block 4 and the bending pin 31. On the other
hand, wheh the metal strip 1 is relatively thicker than the
reference strip, the bending block 4 moves backward so
as to enlarge the gap. Such a movement of the bending
block 4 for adjusting the gap(c) may be easily under-
stood from Figs. 18 and 19.

[0067] Fig. 20 is a front view of the device, showing
both a strip holder and a swing cutter being used for
holding and cutting the metal strip, respectively. Fig. 21
is a view showing the operation of both the strip holder
and the swing cutter.

[0068] After the metal strip 1 is bent as described
above, the metal strip 1 is cut into cutting blades by the
device as follows.

[0069] The metal strip 1 from the bending process
continuously moves to the front portion of the table 10.
In such a case, a swing cutter 43 is moved to a desired
cutting position where the cutter 43 cuts the metal strip
1 into cutting blades. The above swing cutter 43, which
is positioned at the front of the bending block 4, is hinged
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to and rotatably held by the movable carrier 40. The
above carrier 40 is slidably held by the two vertical guide
rails 11 at both side edges and is operated in conjunction
with the first cylinder actuator 41, thus selectively and
vertically sliding along the two rails 11 in opposite direc-
tions.

[0070] A removable strip holder 42, used for holding
the metal strip 1, is provided at the lower edge of the
carrier 40. Figs. 23 and 24 are perspective and cross-
sectioned views of the above strip holder 42, respective-
ly.

[0071] The above strip holder 42 consists of two
blocks, which have the same configuration and form a
strip holding slit 42a between them when the two blocks
are integrated into a single body. The above holder 42
is designed for adjusting the width of the strip holding
slit 42a in accordance with the thickness of the metal
strip 1.

[0072] That is, the strip holding slit 42a of the holder
42 is formed between the inside surfaces of the two
blocks. The inside end or the web of the strip holding slit
42ais V-shaped, thus firmly holding the sharpened edge
of the metal strip 1 without giving any damage to the
sharpened edge of the strip 1. Both the above strip hold-
er 42 and the bending block 4 form a set, so that the
holder 42 is changeable along with the bending block 4.
[0073] The edge of the mouth of the strip holding slit
42a is chamfered, so that it is possible to effectively
guide the metal strip 1 into the slit 42a without failure
even when the strip 1 from the bending nozzle 4a fails
to be precisely aligned with the slit 42a.

[0074] In such a case, the swing cutter 43 is rotated
by the second cylinder actuator 44, thus being tempo-
rarily held in a cutting process waiting position at a side
of the strip holder 42 and moves downward along with
the carrier 40 as shown in Figs. 27A and 27B. In such
a case, the movable piece 48, which is positioned in the
front of the slot 45 of the table 10, horizontally moves
so as to hold the lower end of the swing cutter 43 in the
locking slot 47.

[0075] The swing cutter 43, which is firmly held by the
locking slot 47 of the movable piece 48, is allowed to
precisely cut the metal strip 1. That is, when it is neces-
sary to cut the strip 1 into cutting blades, the movable
piece 48 is operated by the cylinder actuators, so that
the piece 48 slides in the guide groove 46 in opposite
directions with the swing cutter 43 finely and precisely
cutting the metal strip 1. Of course, the swing cutter 43
may be moved to the bending process waiting position
under the control of a proximity or photo sensor, which
checks the finally bent portion of the metal strip 1 prior
to outputting a start signal to the cylinder actuator for
the cutter 43.

[0076] Figs. 25 and 26 are views showing the config-
uration of the swing cutter 43 of this invention. As shown
in the drawings, the lower portion of the cutter 43 nar-
rows in the middle with an inclined cutting surface 43a,
thus forming a narrow waist. The above cutting surface
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43a is inclined at an angle of . When the swing cutter
43 is rotated so as to cut the metal strip 1, the cutter 43
primarily comes into contact with the lower portion of the
metal strip 1 at the cutting surface 43a, so that the cutter
43 cuts the metal strip 1 from the lower to the upper edge
of the strip 1. Therefore, the swing cutter 43 finely and
perpendicularly cuts the metal strip 1 without failure.
[0077] That is, when the metal strip 1 is cut from the
upper to the lower edge by the swing cutter, the strip 1
is biased downward in the strip holder 42 by the cutting
force of the swing cutter 43, so that the holder 42 fails
to firmly hold the strip 1 and this allows the strip 1 to be
unexpectedly and inclinedly cut. Meanwhile, when the
metal strip 1 is cut from the,lower to the upper edge by
the swing cutter 43 as described above, the strip 1 is
biased upward, thus being more firmly held by the strip
holder 42 and being finely and perpendicularly cut atone
time.

[0078] Fig. 29 is a view showing two or more cutting
blades, which are produced by the device of this inven-
tion and are set on a flat wood block. As shown in the
drawing, when two or more cutting blades are seton a
wood block with ends of the blades closely meeting each
other atright angles, a gap may be formed at the junction
between the cutting blades 1 due to the sharpened edg-
es of the blades 1. That is, a gap may be formed be-
tween one end of a blade and the inclined surface of the
sharpened edge of another blade. Such a gap may re-
duce the cutting quality of the cutting blade, so that it is
necessary to remove such a gap from the cutting blades
set on the wood block. In order to remove such a gap
from the junction between the cutting blades, a cutting
blade 1, of which the end meets the side surface of an-
other blade 1, is precisely machined at the end in order
toform a tip capable of substantially meeting the inclined
surface of the sharpened edge of the other blade 1.
Therefore, any gap is removed from the junctions be-
tween the cutting blades 1 which are commonly set on
a wood block.

Industrial Applicability

[0079] Asdescribed above, the presentinvention pro-
vides a device for forming a cutting blade for prints. The
blade forming device of this invention forms cutting
blades by appropriately bending and cutting a metal
strip into desired blades through integrated work regard-
less of a difference in the size of metal strips. The device
is also provided with changeable jigs, thus being capa-
ble of forming bridge notches having different intervals
and configurations. The device has one vertically mov-
able bending pin and one swing cutter. The bending pin
is capable of quickly bending a metal strip into a desired
configuration, while the swing cutter finely and precisely
cuts the metal strip into cutting blades.

[0080] Another advantage of this invention resides in
that the device quickly produces high precision cutting
blades, thus improving productivity and reducing the

10

15

20

25

30

35

40

45

50

55

EP 1 102 648 B1

16

cost of the cutting blades.

Claims

1. Adevice (100) for forming a cutting blade for prints,
comprising:

a strip roll unit having a sufficient amount of
metal strip (1) and being rotatable in a direction
by intermittent drive means (51), thus supplying
the metal strip at a constant rate; and a guide
bending pin (31) being vertically and controlla-
bly movable and rotatable in opposite direc-
tions, characterized in that the device (100)
further comprises

two guide blocks (2) provided in front of said roll
unit and adapted for guiding the metal strip (1)
from the roll unit;

a bridge cutting mold (20) detachably and se-
lectively installed at one side of the two guide
blocks (2) and used for forming bridge notches
(1a, 1b, 1c, 1d) on the metal strip, said bridge
cutting mold (20) comprising:

a housing having both a strip passing hole
and a jig guide slot (20a), said strip passing
hole perpendicularly meeting said jig guide
slot: and

a spring-biased jig (21) movably positioned
in said jig guide slot (20a), thus selectively
and quickly movable in the jig guide slot so
as to form the bridge notches on the metal
strip passing through the strip passing
hole;

a guide bending block (4), provided in front
of said bridge cutting mold (20) and having
a bending nozzle (4a) used for distributing
the metal strip (1) from said bridge cutting
mold (20);

a carrier (40) movably held by two vertical
guide rails (11) standing in front of said
bending pin (31), said carrier (40) being
movable downward under the guide of the
two guide rails by a first cylinder actuator
(41) in response to a bending process end-
ing signal;

a strip holder (42) mounted to a bottom
center of said carrier (40) and adapted for
vertically holding said metal strip from the
bending pin (31);

a swing cutter (43) hinged to said carrier
and positioned in front of said strip holder,
said swingcutter (43) being selectively ro-
tated by a second cylinder actuator (44) in
accordance with a detected angle of the
metal strip, thus being positioned at a cut-
ting process waiting position;
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atable (10) provided with a slot (45) for se-
lectively holding a lower end of said strip
holder (42) with the carrier (40) fully de-
scending, said table also having a horizon-
tal guide groove (46) in front of said slot;
and

a movable piece (48) slidably set in said
horizontal guide groove (46) of the table
and having a locking slot (47) at a top sur-
face, said movable piece being quickly
movable in opposite directions in said
guide groove (46) with a lower end of said
cutter being held by the locking slot (47) of
the movable piece (48), thus quickly cutting
the metal strip into cutting blades,

and that the guide bending pin (31) of the
device (100) is vertically positioned in front
of the bending nozzle (4a), thus bending
the metal strip from the bending nozzle into
a desired pattern.

The device according to claim 1, wherein a remov-
able compression roller (60, 60a) is provided at an
appropriate position relative to said guide blocks
(2), thus pressing said metal strip from the guide
blocks at an appropriate pressure and allowing the
metal strip to move while maintaining a height.

The device according to claim 1, wherein said bend-
ing block (4) is changeable with another one in ac-
cordance with a size of said metal strip and is ver-
tically and detachably held by top and bottom plates
in a way such that the bending block is horizontally
aligned with a strip outlet of the two guide blocks.

The device according to claim 1, wherein a plurality
of horizontal and vertical guide rollers (52) are ar-
ranged between the two guide blocks (2), thus guid-
ing the metal strip from the strip roll unitin horizontal
and vertical directions, respectively.

The device according to claim 1, wherein said
spring-biased jig (21) is primarily inserted into the
jig guide slot (20a) of the bridge cutting mold (20)
with both sides of a front edge of said jig being held
by said guide slot and smoothly slides in the guide
slot while being separated from a side wall of said
guide slot when the jig is quickly and fully inserted
into the mold so as to form the bridge notches on
the metal strip.

The device according to claim 1, wherein said jig
(21) is small-sized and repeatedly punches the met-
al strip (1) while finely moving the metal strip, thus
enlarging a width of each of said bridge notches.

The device according to claim 1, further comprising
cutting means for transversely forming a vertical
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10.

1.

bending slot on a side surface of the metal strip or
a V-notch on a sharpened edge of said metal strip,
said cutting means comprising:

a motor-operated up/down cylinder actuator
(70);

a stepping motor (71) mounted to a piston shaft
of said up/down cylinder actuator and selec-
tively activated in accordance with an up/down
motion of the piston shaft of the up/down cylin-
der actuator (70); and

a grinding wheel (72), fixedly fitted over a drive
shaft of said stepping motor and selectively op-
erated by the motor, thus forming the vertical
bending slot or the V- notch on the metal strip.

The device according to claim 1, further comprising
cutting means for transversely forming a vertical
bending slot on a side surface of the metal strip, said
cutting means comprising:

a motor-operated up/down cylinder actuator
(70); and

a bite (74) axially mounted to said up/down cyl-
inder actuator and selectively activated in ac-
cordance with an up/down motion of a piston
shaft of the up/down cylinder actuator, thus
forming the vertical bending slot on the metal
strip.

The device according to claim 1, further comprising
marking means for forming a bending point on said
metal strip prior to a manual bending process, said
marking means comprising:

two numerically controlled and removable
marking jigs (80, 80a) positioned at both sides
of the metal strip so as to be directed toward
the strip, each of said two marking jigs being
operated in conjunction with a cylinder actuator
and selectively and quickly biased toward the
metal strip, thus forming top and bottom bend-
ing points on each side surface of said metal
strip.

The device according to claim 1, wherein said bend-
ing pin (31) has a generally semicircular cross-sec-
tion with opposite side surfaces being convex and
concave, respectively and also has two notches
along each of opposite rounded corners between
the convex and concave surfaces, said bending pin
being positioned in a way such that the pin comes
into contact with the metal strip at either of the op-
posite rounded corners with the two notches being
respectively positioned around upper and lower
edges of the metal strip.

The device according to claim 1, wherein said strip
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holder (42) consists of two holding blocks with an
adjustable vertical slit (42a) being formed between
the two holding blocks, said vertical slit being adapt-
ed for holding the metal strip and being sharpened
into a V-shaped configuration at a web, thus being
capable of firmly holding a sharpened edge of the
metal strip, said vertical slit being also chamfered
at each edge of a mouth, thus being capable of ef-
fectively guiding the metal strip into the vertical slit
even when the metal strip from the bending nozzle
fails to be precisely aligned with the vertical slit.

The device according to claim 1, wherein a lower
portion of said swing cutter (43) narrows in the mid-
dle with an inclined cutting surface (43a), thus form-
ing a narrow waist with an inclination angle of 3, so
that when the cutter is rotated in order to cut the
metal strip, the cutter primarily comes into contact
with a lower portion of the metal strip at said inclined
cutting surface and cuts the metal strip from the low-
er to the upper edge.

The device according to claim 1, wherein said swing
cutter (43) is moved to the bending process waiting
position under the control of a proximity sensor, said
sensor being capable of checking a finally bent por-
tion of the metal strip prior to outputting a start signal
to the second cylinder actuator for the cutter.

The device according to claim 1, wherein said cut-
ting blade (1) is machined at an end in order to form
a tip capable of capable of substantially meeting an
inclined surface of a sharpened edge of another cut-
ting blade, thus removing any gap from a junction
between the two cutting blades when the two blades
are commonly set on a wood block with the ends of
the blades closely meeting each other at an angle.

Patentanspriiche

1.

Vorrichtung (100) zum Herstellen einer Stanzklinge
fur Druckereierzeugnisse mit

einer Bandabrolleinheit mit einer ausreichen-
den Lange eines Metallbands (1), die Giber Antriebs-
mittel (51) in eine Drehrichtung intermittierend an-
treibbar ist, so dass das Metallband in einer gleich-
bleibenden Rate zugeférdert wird; und mit einem
Fihrungsbiegestift (31), der vertikal und kontrolliert
bewegbar und in einander entgegengesetzte Rich-
tungen drehbar ist,
dadurch gekennzeichnet, dass
die Vorrichtung (100) auRerdem umfasst:

zwei Flhrungsblocks (2), die vor der Abrollein-
heit angeordnet sind und das Metallband (1)
von der Abrolleinheit flihren;

eine Briickenstanzform (20), die an einer Seite
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der beiden Flhrungsbldcke (2) I16sbar und se-
lektiv angeordnet ist zum Erzeugen von Brik-
kenkerben (1a, 1b, 1c, 1d) im Metallband, wo-
bei die besagte Brikkenstanzform (20) um-
fasst:

ein Gehause, das sowohl eine Bandpas-
sier6ffnung als auch einen Schieberfih-
rungsschlitz (20a) aufweist, wobei die be-
sagte Bandpassierdffnung senkrecht auf
den besagten Schieberfihrungsschlitz
(20a) trifft; und

einen federvorgespannten Schieber (21),
der beweglich in dem besagten Schieber-
fuhrungsschlitz (20a) angeordnet ist und
somit in dem Fihrungsschlitz selektiv und
schnell beweglich ist, um die Brickenker-
ben im Metallband, das die Bandpassier-
offnung passiert, zu erzeugen;

eine Biegungsfiihrungsblock (4), der vor
der besagten Briickenstanzform (20) an-
geordnet ist, mit einer Biegedffnung (4a)
zur Weiterleitung des Metallbands (1) von
der besagten Briickenstanzform (20);
einen Schlitten (40), der beweglich gefiihrt
ist von zwei vertikalen und vor dem besag-
ten Biegestift (31) stehenden Fihrungs-
schienen (11), wobei der besagte Schlitten
(40) auf ein das Ende des Biegevorgangs
anzeigendes Signal unter der Fiihrung der
beiden Flhrungsschienen mittels eines er-
sten Betatigungszylinders (41) abwarts be-
wegbar ist;

einen Bandhalter (42), der an einem unte-
ren Mittelabschnitt des besagten Schiit-
tens (40) befestigt ist zum Halten des be-
sagten Metallbands in einer vertikalen La-
ge von dem Fuhrungsbiegestift (31);

ein Schwenkmesser (43), das gelenkig am
besagten Schlitten befestigt und vor dem
besagten Bandhalter angeordnet ist, wo-
bei das besagte Schwenkmesser (43) von
einem zweiten Betatigungszylinder (44) in
Abhangigkeit von einem detektierten Win-
kel des Metallbands selektiv hin und her
bewegt wird und somit im Stanzprozess in
einer Wartestellung positioniert ist;

einen Tisch (10) mit einer Nut (45) zum se-
lektiven Haltern eines unteren Endes des
besagten Bandhalters (42), wenn der
Schlitten (40) vollstdndig herabgefahren
ist, wobei der besagte Tisch (10) ferner vor
der Nut eine horizontale Fuhrungskehle
(46) aufweist; und

ein bewegliches Teil (48), das verschieb-
lichin der horizontalen Fiihrungskehle (46)
des Tisches eingesetztist und einen Sperr-
schlitz (47) auf seiner Oberseite aufweist,
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wobei das besagte bewegliche Teil in der
Fihrungskehle (46) schnell in entgegen-
gesetzte Richtungen bewegbar ist und wo-
bei ein unterer Endabschnitt des besagten
Schwenkmessers in dem Sperrschlitz (47)
des beweglichen Teils (48) gehaltertist und
somit das Metallband schnell in Stanzklin-
gen schneidet,

und dass der Flihrungsbiegesstrift (31) der
Vorrichtung (100) vor der Biegedffnung
(4a) vertikal angeordnet ist, so dass er das
Metallband von der Biege6ffnung in eine
gewlnschte Form biegt.

Vorrichtung nach Anspruch 1, wobei eine entfern-
bare Kompressionswalze (60, 60a) an geeignerter
Stelle in bezug zu den besagten Flhrungsblocks
(2) angeordnet ist, so dass sie das Metallband unter
einem geeigneten Druck von den Fihrungsblocks
presst und dem Metallband Bewegung unter Beibe-
haltung einer Hohe ermdglicht.

Vorrichtung nach Anspruch 1, wobei der besagte
Biegeblock (4) in Abhangigkeit von der GroRe des
Metallbands gegen einen anderen austauschbar ist
und derart vertikal und lésbar von Kopf- und
FuBplatte gehaltert ist, dass der Biegeblock hori-
zontal mit einem Bandauslass der beiden Fuh-
rungsblocks ausgerichtet ist.

Vorrichtung nach Anspruch 1, wobei eine Mehrzahl
horizontaler und vertikaler Fiihrungsrollen (52) zwi-
schen den beiden Fuhrungsblocks (2) angeordnet
sind, die somit das Metallband von der Bandabrol-
leinheit in horizontaler und vertikaler Richtung fiih-
ren.

Vorrichtung nach Anspruch 1, wobei dier besagte
federvorgespannte Schieber (21) in erster Linie in
den Schablonenfiihrungsschlitz (20a) der Brik-
kenstanzform (20) mit beiden Seiten eines Vorder-
randes dieses Schiebers gehaltert durch den be-
sagten Flhrungsschlitz eingefiihrt ist und glatt in
dem Fihrungsschlitz gleitet, wobei er getrennt von
einer Seitenwand dieses besagten Fiihrungsschlit-
zes ist, wenn der Schieber schnell und vollstédndig
in die Form eingefiihrt ist, um die Briickenkerben in
dem Metallband zu erzeugen.

Vorrichtung nach Anspruch 1, wobei der besagte
Schiebere (21) klein ist und das Metallband (1) wie-
derholt stanzt, wahrend das Metallband vorsichtig
weiterbewegt wird, so dass die Offnungsweite jeder
der besagten Briickenkerben vergréRert wird.

Vorrichtung nach Anspruch 1, die ferner eine
Schneideeinrichtung umfasst, mit der querverlau-
fend eine vertikale Biegekerbe auf einer seitlichen
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Oberflache des Metallbands oder eine V-Nut an ei-
ner gescharften Kante des besagten Metallbands
ausgebildet werden kdénnen, wobei die besagte
Schneideeinrichtung umfasst:

einen motorgetriebenen, auf- und abbewegba-
ren Betatigungszylinder (70);

einen Schrittmotor (71), der auf einem Kolben-
schaft des auf- und abbewegbaren Betati-
gungszylinders befestigt ist und in Abhéngig-
keit von einer Auf- und Abbewegung des Kol-
benschafts des auf- und abbewegbaren Beta-
tigungszylinder (70) selektiv aktiviert wird; und
eine Schleifscheibe (72), die fest gepasst ist
auf eine Welle des besagten Schrittmotors und
von dem Motor selektiv angetrieben wird, so
dass die vertikalen Biegekerbe oder die V-Nut
auf dem Metallband ausgebildet werden.

Vorrichtung nach Anspruch 1, die aullerdem eine
Schneideeinrichtung umfasst, mit der querverlau-
fend eine vertikale Biegekerbe auf einer seitlichen
Oberflache des Metallbands ausgebildet werden
kann, wobei die besagte Schneideeinrichtung um-
fasst:

einen motorgetriebenen, auf- und abbewegba-
ren Betatigungszylinder (70); und

einen Meil3el (74), der axial auf dem besagten
auf- und abbewegbaren Betatigungszylinder
(70) befestigt ist und in Abhangigkeit von einer
Auf- und Abbewegung eines Kolbenschafts
des aufund abbewegbaren Betatigungszylin-
ders (70) selektiv aktiviert wird, so dass die ver-
tikale Biegekerbe auf dem Metallband ausge-
bildet wird.

Vorrichtung nach Anspruch 1, die uUberdies eine
Markiereinrichtung umfasst zum Ausbilden einer
Biegekennzeichnung auf dem Metallband vor ei-
nem handbetatigten Biegevorgang, wobei die be-
sagte Markiereinrichtung umfasst:

zwei numerisch gesteuerte und entfembare
Markierschieber (80, 80a), die auf beiden Sei-
ten des Metallbands angeordnet sind, um ge-
gen das Band gerichtet zu werden, wobei beide
besagten Markierungsschieber in Verbindung
mit einem Betatigungszylinder betrieben und
selektiv und schnell gegen das Metallband ge-
driickt werden, so dass Kopf- und FuRlbiege-
punkte auf beiden seitlichen der Oberflachen
des besagten Metallbands ausgebildet wer-
den.

10. Vorrichtung nach Anspruch 1, wobei der Biegestift

(31) einen im wesentlichen halbkreisformigen
Querschnitt mit einander gegenuberliegen einer
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konvexen und einer konkaven Oberflache und fer-
ner zwei Kerben entlang jeder der einander gegen-
Uberliegenden abgerundeten Kanten zwischen der
konvexen und der konkaven Oberflache aufweist,
wobei der besagte Biegestift so positioniertist, dass
der Stift mit dem Metallband an einer der einander
gegeniberliegenden abgerundeten Kanten in Kon-
takt kommt, wobei die beiden Kerben jeweils ent-
lang des oberen bzw. des unteren Randes des Me-
tallbands positioniert sind.

Vorrichtung nach Anspruch 1, wobei der besagte
Bandhalter (42) aus zwei Haltebl6cken besteht mit
einem anpassbaren vertikalen Schlitz (42a), der
zwischen den beiden Halteblocken gebildet ist, und
der besagte vertikale Schlitz zum Halten des Me-
tallbands dient und in einer V-formigen Konfigurati-
on an einem Verbindungssteg zugescharft ist, so
dass er in der Lage ist, einen zugescharften Rand
des Metallbands sicher zu halten, und der besagte
vertikale Schlitz femer an jeder Kante eines Mauls
angefast ist, so dass er imstande ist, das Metall-
band wirksam in den vertikalen Schlitz einzufiihren,
selbst wenn das Metallband von der Biege6ffnung
nicht exakt auf den vertikalen Schlitz ausgerichtet
ist.

Vorrichtung nach Anspruch 1, wobei ein unterer Ab-
schnitt des besagten Schwenkmessers (43) mit ei-
ner geneigten Schneidenoberflache (43a) sich zur
Mitte hin verengt, so dass unter einem Neigungs-
winkel b eine schmale Taille gebildet ist, so dass,
wenn das Messer gedreht wird, um das Metallband
zu schneiden, das Messer zuerst mit einem unteren
Abschnitt des Metallbands an der besagten geneig-
ten Schneidenoberflaiche in Kontakt tritt und das
Metallband von dem unteren zum oberen Rand
durchtrennt.

Vorrichtung nach Anspruch 1, wobei das besagte
Schwenkmesser (43) unter der Kontrolle eines An-
naherungssensors in die Wartestellung im Biege-
prozess bewegt wird, und der besagte Sensor im-
stande ist, einen fertig gebogenen Abschnitt des
Metallbands zu tberpriifen, bevor er ein Startsignal
an den zweiten Betatigungszylinder fir das
Schwenkmesser abgibt.

Vorrichtung nach Anspruch 1, wobei die besagte
Stanzklinge (1) an einem Ende bearbeitet ist, um
eine Spitze zu bilden, die imstande ist, mit einer ge-
neigte Oberflache eines zugescharften Randes ei-
ner anderen Stanzklinge zusammen zu treffen, so
dass bei einer Verbindung zwischen den beiden
Stanzklingen jegliche Liicke beseitigt ist, wenn die
beiden Klingen mitihren Enden in einem Winkel zu-
einander eng zusammentreffend gemeinsam auf
einen hdélzernen Block gesetzt werden.
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Revendications

Dispositif (100) de formation d'une lame de coupe
pour imprimés, comprenant :

un bloc de rouleau de bande comportant une
quantité suffisante de bande métallique (1) et
pouvant tourner dans une certaine direction
sous l'action de moyens d'entrainement inter-
mittents (51) pour fournir ainsi la bande métal-
lique a une vitesse constante ; et une broche
de courbure de guidage (31) pouvant se dépla-
cer verticalement de fagon controlée et pouvant
tourner dans des directions opposées,

caractérisé en ce que
le dispositif (100) comprend en outre :

- deux blocs de guidage (2) prévus en face du
bloc de rouleau et destinés a guider la bande
métallique (1) sortant du bloc de rouleau ;

- un moule de coupe en pont (20) monté sélec-
tivement de maniére amovible d'un cb6té des
deux blocs de guidage (2) et servant a former
des entailles en pont (1a, 1b, 1c, 1d) surla ban-
de de métal, ce moule de coupe en pont (20)
comprenant :

un boitier comportant a la fois un trou de
passage de bande et une fente de guidage
de gabarit (20a), le trou de passage de
bande rencontrant perpendiculairement la
fente de guidage de gabarit ; et

un gabarit poussé par ressort (21) monté
mobile dans la fente de guidage de gabarit
(20a) pour pouvoir ainsi se déplacer sélec-
tivement et rapidement dans la fente de
guidage de gabarit de maniére a former les
entailles en pont sur la bande métallique
passant a travers le trou de passage de
bande ;

- un bloc de courbure de guidage (4) prévu en
face du moule de coupe en pont (20) et com-
portant un ajutage de courbure (4a) utilisé pour
distribuer la bande métallique (1) sortant du
moule de coupe en pont (20) ;

- un support (40) maintenu de maniére mobile
par deux rails de guidage verticaux (11) dres-
sés en face de la broche de courbure (31), ce
support (40) pouvant se déplacer vers le bas
en étant guidé par les deux rails de guidage,
sous l'action d'un premier actionneur a cylin-
dres (41), en réponse a un signal de fin de pro-
cessus de courbure ;

- un porte-bande (42) monté au centre du fond
du support (40) et destiné a maintenir vertica-
lement la bande métallique sortant de la broche



25 EP 1 102 648 B1 26

de courbure (31) ;

- un couteau oscillant (43) articulé sur le support
et positionné en face du porte-bande, ce cou-
teau oscillant (43) étant entrainé sélectivement
en rotation par un second actionneur a cylindre
(44), suivant un angle détecté de la bande mé-
tallique, en étant ainsi positionné dans une po-
sition d'attente de processus de coupe ;

- une table (10) munie d'une fente (45) pour
maintenir sélectivement l'extrémité inférieure
du porte-bande (42) lorsque le support (40)
descend complétement, cette table comportant
également une rainure de guidage horizontale
(46) en face de la fente ; et

- une piece mobile (48) réglée en glissement
dans la rainure de guidage horizontale (46) de
la table et comportant une fente de verrouillage
(47) a I'endroit de sa surface supérieure, cette
piece mobile pouvant se déplacer rapidement
dans des directions opposées a l'intérieur de la
rainure de guidage (46) de fagon que I'extrémi-
té inférieure du couteau soit maintenue par la
fente de verrouillage (47) de la piece mobile
(48) pour couper ainsi rapidement la bande mé-
tallique en lames de coupe ;

- la broche de courbure de guidage (31) du dis-
positif (100) étant positionnée verticalement en
face de I'ajutage de courbure (4a) pour courber
ainsi dans une configuration voulue la bande
métallique sortant de I'ajutage de courbure.

Dispositif selon la revendication 1,

dans lequel

un rouleau de compression amovible (60, 60a) est
prévu dans une position appropriée par rapport aux
blocs de guidage (2) afin de presser avec une pres-
sion appropriée la bande métallique sortant des
blocs de guidage, et pour permettre a la bande mé-
tallique de se déplacer tout en conservant sa hau-
teur

Dispositif selon la revendication 1,

dans lequel

le bloc de courbure (4) peut étre remplacé par un
autre suivant la taille de la bande métallique, ce bloc
de courbure étant maintenu verticalement de ma-
niére amovible par des plaques de dessus et de
dessous de telle maniére qu'il soit aligné horizonta-
lement avec la sortie de bande des deux blocs de
guidage.

Dispositif selon la revendication 1,

dans lequel

un certain nombre de rouleaux de guidage horizon-
taux et verticaux (52) sont disposés entre les deux
blocs de guidage (2) pour guider ainsi la bande mé-
tallique sortant du bloc de rouleau de bande respec-
tivement dans une direction horizontale et dans une
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direction verticale.

Dispositif selon la revendication 1,

dans lequel

le gabarit poussé par ressort (21) est tout d'abord
introduit dans la fente de guidage de gabarit (20a)
du moule de coupe en pont (20) de fagon que les
deux c6tés du bord avant du gabarit soient mainte-
nus par la fente de guidage et glissent doucement
dans la fente de guidage tout en étant séparés
d'une paroi latérale de la fente de guidage lorsque
le gabarit est introduit rapidement et complétement
dans le moule pour former les entailles en pont sur
la bande métallique.

Dispositif selon la revendication 1,

dans lequel

le gabarit (21) est de petite taille et poingonne de
facon répétée la bande métallique (1) tout en dé-
plagant finement cette bande métallique pour aug-
menter ainsi la largeur de chacune des entailles en
pont.

Dispositif selon la revendication 1,

comprenant en outre des moyens de coupe pour
former transversalement une fente de courbure ver-
ticale sur une surface latérale de la bande métalli-
que, ou une entaille en V sur un bord aiguisé de la
bande métallique, ces moyens de coupe
comprenant :

- un actionneur a cylindre montant/descendant
(70) actionné par un moteur ;

- un moteur pas a pas (71) monté sur une tige
de piston de l'actionneur a cylindre montant/
descendant et actionné sélectivement suivant
le mouvement montant/ descendant de la tige
de piston de I'actionneur a cylindre montant/
descendant (70) ;

- une roue de meulage (72) adaptée de fagon
fixe sur I'arbre d'entrainement du moteur pas a
pas et actionné sélectivement par le moteur
pour former ainsi la fente de courbure verticale
ou I'entaille en V sur la bande métallique.

Dispositif selon la revendication 1,

comprenant en outre des moyens de coupe pour
former transversalement une fente de courbure ver-
ticale sur une surface latérale de la bande métalli-
que, ces moyens de coupe comprenant :

- un actionneur a cylindre montant/descendant
(70) actionné par un moteur ; et

- unmors (74) monté axialement sur I'actionneur
a cylindre montant/descendant et actionné sé-
lectivement suivant le mouvement montant/
descendant de la tige de piston de I'actionneur
a cylindre montant/ descendant, pour former
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ainsi la fente de courbure verticale sur la bande
meétallique.

Dispositif selon la revendication 1,

comprenant en outre des moyens de marquage
pour former un point de courbure sur la bande mé-
tallique avant un processus de courbure manuel,
ces moyens de marquage comprenant :

- deux gabarits de marquage amovibles com-
mandés numériquement (80, 80a) positionnés
des deux c6tés de la bande métallique de ma-
niére a étre dirigés vers cette bande, chacun
des deux gabarits de marquage étant actionné
en relation avec un actionneur a cylindre et se
trouvant poussé sélectivement et rapidement
vers la bande métallique pour former ainsi des
points de courbure de dessus et de dessous sur
chaque surface latérale de la bande métallique.

Dispositif selon la revendication 1,

dans lequel

la broche de courbure (31) présente une section
transversale généralement semi-circulaire présen-
tant des surfaces latérales opposées respective-
ment convexes et concaves, ainsi que deux en-
tailles le long de chacun des coins arrondis opposés
entre les surfaces convexes et concaves, cette bro-
che de courbure étant positionnée de maniére a ve-
nir en contact avec la bande métallique a I'endroit
de I'un ou l'autre des coins arrondis opposés, tandis
que les deux encoches sont respectivement posi-
tionnés autour des bords supérieur et inférieur de
la bande métallique.

Dispositif selon la revendication 1,

dans lequel

le porte-bande (42) est constitué de deux blocs de
maintien comportant une fente verticale réglable
(42a) formée entre les deux blocs de maintien, cette
fente verticale étant destinée a maintenir la bande
métallique et se trouvant aiguisée dans une confi-
guration en forme de V sur une joue de celle-ci, pour
pouvoir ainsi maintenir fermement le bord aiguisé
de la bande métallique, la fente verticale étant éga-
lement chanfreinée a chacun des bords d'une em-
bouchure, pour pouvoir ainsi guider efficacement la
bande métallique dans la fente verticale méme lors-
que la bande métallique sortant de l'ajutage de
courbure manque d'alignement précis avec la fente
verticale.

Dispositif selon la revendication 1,

dans lequel

la partie inférieure du couteau oscillant (43) se ré-
trécit au milieu avec une surface de coupe inclinée
(43a), pour former ainsi une ceinture étroite d'angle
d'inclinaison B, de fagon que lorsqu'on fait tourner
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le couteau pour couper la bande métallique ce cou-
teau vienne tout d'abord en contact avec la partie
inférieure de la bande métallique a I'endroit de la
surface de coupe inclinée, puis coupe la bande mé-
tallique depuis le bord inférieur jusqu'au bord supé-
rieur.

Dispositif selon la revendication 1,

dans lequel

le couteau oscillant (43) est amené dans la position
d'attente de processus de courbure, sous la com-
mande d'un capteur de proximité, ce capteur étant
capable de vérifier une partie finalement courbée
de la bande métallique avant d'émettre un signal de
démarrage vers le second actionneur a cylindre du
couteau.

Dispositif selon la revendication 1,

dans lequel

la lame de coupe (1) est usinée a une extrémité
pour former un bout capable de rencontrer essen-
tiellement la surface inclinée d'un bord aiguisé
d'une autre lame de coupe, en supprimant ainsi tout
intervalle de jeu de la jonction entre les deux lames
de coupe lorsque ces deux lames sont réglées en
commun sur un bloc de bois, avec leurs extrémités
se rencontrant étroitement l'une 'autre sous un cer-
tain angle.
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